3-9 


^ Work Order ID 86771. 


| July-06-12 2:43:09 PM 


*BRT71* 


Page 1 


D3391 "m 


"СС Delta 100 Bender. 


120 
*420* 
QC 


Quality Control 


Bend as per Dwg D3391 Using Bend Prog 3391021 


ОС5- Inspect part completeness to step on W/O 0.00 


Memo 0.00 


os, 
37 


Item ID: Accept * * Setup S 
p Start * * 
x Nonnnant na: . *NS4 
Item Name: Fwd Tube Assembly Stop * N с Jx 
Start Date: 7/06/12 Start Qty: 1.00 см Cust Item ID: 
Required Date: 7/06/12 Req'd Qty: 1.90 *4 * Customer: 
Reference: 
eum бона u^ 7 7 7 Run Start д * 
Approvals: Process Plan: ` Y 2 Е Datel JZ- Tooling: о Date HMM N H 1 
E 3 Sto 
i QC: Date: SPC (Y/N O Date u Po NR2* 
F Sequence ID — ` Operation i Set Up/ С ToollD Tool Plan Accept e Reject j Reject I Insp. I 
Work Center ID Peseription o Run Hours Code Qty Qty Number Stam mp 
| Draw Nbr Revision Nbr | | и m 
' D3391 I i zT 
100 0.00 ЕЧ СК Ё | К 
* 1 n n* Skidtubes 
Skidtubes Memo 0.00 -e /2 f 4 | 2б 7 Е VAS 
Skidtubes Cut extrusion to 46.52 0.010 -0.020 
110 0.00 | | 
* * BENDING MACHINE - SKIDTUBES 
110 кр -—- : 
_ CNC Bend 1 Memo 0.00 


Work Order ID 86771 


July-06-12 2:43:09 PM 


*R6771*. 


Item ID: D3391-021 Accept *NO000401 00* Setup Start *N Q 4 * 
Revision ID: ` s 
Item Name: Fwd Tube Assembly Stop: ж N S 2 * 
Start Date: 7/06/12 Start Qty: 1.00 *4* Cust Item ID: 
Required Date: 7/06/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
Run Start X * 
Approvals: Process Plan: Date: Tooling: Date: __ М R 1 
Stop 

QC: . Date: SPC (Y/N): Date: * N R 2 * 
Sequence ID/ Operation Set Up/ Tool ID Tool# Plan Accept Reject Reject Insp. 
Work Center iD Description Ruu Hours Code Qty Oty Number Stamp 
130 0.00 
*42N* HAAS CNC VERTICAL MACHINING #1 B: © дое lea d 
HAAS 1 Memo 0.00 к š 


HAAS CNC vertical machine £1 


140 


*14A0* 
QC 


Quality Control 


! Conventional Milling Machine 


1-Machine as per Folio FA590 Rev. & Dwg 03391 Rev. I 


Identify as D3391-1 
2-Deburr 


ОС2- Inspect parts off machine FAUFAIB 


Memo 


CONVENTIONAL MILLING MACHINE 


Memo 
Drill X1 Aft cap as per Dwg D3391 


0.00 


0.00 


0.00 


0.00 


.1875" dia 


ha 2|o8o3. 


Work Order ID 86771 
July-06-12 2:43:09 PM 


Page 3 


Item ID: D3391-021 Accept *N 900040 1 00* Setup Start *N c 1 * 
Revision ID: Ë x 
Item Name: Fwd Tube Assembly . Stop Ж N Q 2 * 
Start Date: 7/06/12 Start Qty: 1.00 *4* Cust Item ID: 
Required Date: 7/06/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
5 Run Start x * 
Approvals: Process Plan: _ Date: _ Tooling: ME Date: — _ N R 1 
Sto 

QC: Date: SPC (Y/N): Date P ж N R 2 * 
Sequence ID/ Operation Set Up/ Tool ID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
160 QC2- Inspect parts off machine FAVFAIB 0.00 
*160* 6 iz-og-o | 
QC Memo 0.00 
Quality Control 
170 QC8- Inspect parts - second check 0.00 
* * n С 2-- $? . ⁄ 3 ( 

170 : 

oc Memo 0.00 


Quality Control 


“Work Order ID 86771 
| July-06-12 2:43:09 PM 


d 


Mp == кусан E ————— =  -= 


х2 


каб771*. 


| Раре 4 


Accept 


Item ID: D3391-021 *NOOOO04A01 00* Setup Start *NS1 * 
Revision ID: 7 ` 
: ; Stop Ж * 
Item Name: Fwd' Tube Assembly N Q 2 
StartDate: 7/06/12 Start Qty: 1.00 *4* Cust Item ID: 
Required Date: 7/06/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: I 
' Run Start `x * 
Approvals: Process Plan: Date: Tooling: Date: : N R 1 
| Stop 
C: Date: SPC (Y/N): Date: * * 
о SED МЕ? 
Sequence ID/ Operation Set Up/ Too! ID Tool? Plan Accept Reject Reject Insp. 
q p 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
180 ` 0.00 
* 4 а n* Skidtubes i 
Skidtubes Memo 0.00 ! І 
Skidtubes 1 -Drill Remaining two holes for tow cap using DT 8819 Locating off of .1875" 
holes drilled in previous step | {Хх / 4 —€— 
Z / © 65, 
2-Drill float bag holes as per Dwg D3391 using DT8798(Do not open tow cap 
holes to finish size) 
(ONLY DRILL HOLES MARKED "A") š 
3-Open tow cap holes to .208" as per Dwg D3391 A 
4-Open Tow Ring hole to .640" as per Dwg D3391 2c (2/09 2 
А / 
5- open float bag holes 0.328" and counter sink as per dwg D3391 
3 6-Deburr & Scribe Batch number Inside aft end. 
7-Transfer drill D3391-021 with D3391-023 
***NO WEARPLATE HOLES ARE TRANSFER DRILLED*** 
— 
190 ОС5- Inspect part completeness to step on W/O 0.00 AS 
* * 146) ow 
10N зл 
QC Memo 0.00 


Quality Control 


Work Order ID 86771 


*R6771*. 


Page 5 
July-06-12 2:43:09 PM 
Item ID: D3391-021 Accept * N 900040 1 O00* Setup Start Ж N s 4 * 
Revision ID: T E 
Item Name: Fwd Tube Assembly Stop * N S 2 * 
Start Date: 7/06/12 Start Qty: 1.00 *4* Cust Item ID: 
Required Date: 7/06/12 Req'd Qty: 1.00 *4 * Customer: 
Н Reference: 
: - Run Start 4 * 
d Approvals: Process Plan: Date: Tooling: Date: е N R 1 
Sto 
Š qc: Date: SPC (Y/N): Date: P x NR2* 
Sequence I — I Operation Set Up/ ToolID Тооі# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
200 "s Chemical Conversion Coat рег QSI005 4.1 0.00 
*onn* E. £ ORZ 
HandFinish Mer 0.00 | 


Hand Finishing 


QC7-Inspect Chemical Conversion Coat 


Memo 
Quality Control 
220 =G 
x92» ы Skidtubes 
Skidtubes Meri 


;SKidtubes 1-instal spacers as рег dwg D3391 


A/R Magnabond 6398 batch: / ZO 446 


exp. date: f. 3- / - SO 

cure time 12hrs. as рег QSI015 
2- grind crossbolt flush 

3-back drill crossbolt if necessary 


0.00 (SASS 
: 1 


0.00 | / Z 


0.00 


0.00 


oc affe 


Work Order I ID 86771 


July-06-12 2:43:09 PM 


*R6771" 


Page 6 


Item ID: D3391-021 Accept * N Of) 06040 4 n ()* Setup Start * N с 1 * 
Revision ID: ` ` 
Item Name: Fwd Tube Assembly Stop Ж N с 2 * 
Start Date: 7/06/12 Start Qty: 1.00 *4* Cust Item ID: 
Required Date: 7/06/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
Run Start 4 * 
Approvals: Process Plan: Date: Tooling: Date: — _ __ N R 1 
Sto 
QC: Date: SPC (Y/N): Date P > NR2* 
Sequence ID/ Operation Set Up/ ToolID Tool# Plan - Accept Reject Reject Insp. mE 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
230 ОС5- Inspect part completeness to step оп W/O 0.00 QAS 
*on(y* 24 13:106 lx | - 
QC Memo 000 ` @-6%- 
Quality Control 
235 Pressure Wash per QSIO05 4.3 0.00 
*2AQR* / 26 Бл 
HandFinish Memo 0.00 | I 


Hand Finishing 


240 


*240* 


Powdercoat 


Powder Coating 


AND REALODINE AS PER РАКО9-043 


White Gloss(Ref:4.3.5.1) per QSIO05 4.3-Alum. 0.00 


Memo 0.00 


START TIME: 


FINISH TIME: 
4 “42 


“Z l 2 
OVEN "Rd | А a » 2 


— 


С 


E 


Work Order ID 86771 
July-06-12. 2:43:09 PM 


*86771* 


Page 7 


Item ID: D3391-021 Accept * N OononaAn 1 00* Setup Start Ж N Q 1 * 
Revision ID: š ` 
Item Name: Fwd Tube Assembly Stop * N S y * 
Start Date: 7/06/12 Start Qty: 1.00 *4* Cust Item ID: 
Required Date: 7/06/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: | 
Run Start д * 
Approvals: Process Plan: Date: Tooling: Date: N R 1 
Sto 

QC: Date: SPC (Y/N): Date: P ж N R 2 * 
Sequence ID/ Operation Set Up/ Tool ID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Чип Hours Code Qty Qty Number Stamp 
250 QC3- Inspect Part Finish 0.00 
*2R(* | D 
Qc Memo 0.00 V< | «| d | pre 
Quality Control 
255 0.00 
*ORERX* Skidtubes 4 RU | 

: AM 
Skidtubes Memo 0.00 As al Е 
Skidtubes **** install 03591-1 spacer as рег DSI9364 and wearplate as per DWG **** 
V 

257 ОС5- Inspect part completeness to step оп W/O 0.00 í QAS ) 
* * d 16 : 
*2R7 sw 527 ММ x) 


Memo 
Quality Control 


Work Order ID 86771 
July-06-12 2:43:09 PM 


*Ra771* — 


Page 8 


Item ID: D3391-021 Accept * N ОПППА.П 1 Q0* Setup Start Ж N с 1 * 
| Revision ID: z ` 
Item Name: Fwd Tube Assembly Stop * N Q 2 * 
Start Date: 7/06/12 Start Qty: 1.00 KAR Cust Item ID: 
Required Date: 7/06/12 Req'd Qty: 1.00 *4 * Customer: 
* Reference: ` 
: T Run Start 4 * 
Approvals: Process Plan: Date: Tooling: Date: N R 1 
Sto 
QC: Date: SPC (Y/N): ИРИ P x NR2* 
Sequence ID/ Operation Set Up/ ToolID — Tool& Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours | Code Qty Qty Number Stamp 
260 Identify as рег dwg & Stock Location: t5 | о 0.00 y Á WE 44 7. Oq 5 ) (à Sq o Qa 
*2RO* \х d Ad РГЕ 
Packaging Memo 0.00 E | 
Packaging 
280 QC21- Final Inspection - Work Order Release 0.00 
*ogn* IA /! | /2ə. 
QC Memo 0.00 


Quality Control 


ү 12-1121 


Picklist Print Page 1 
July-06-12. 2:43:08 PM | 


Work Order ID: 86771 


Parent Item: . D3391-0221 Start Date: 7/06/12 Required Date: 7/06/12 
Parent Item Name: Fwd Tube Assembly Start Qty: 1.00 Required Qty: 1.00 
Comments: IPP A05.09.13New issue KJ/JJLM 


JPP B06.02.10Dwg rev.D есп 773 EC 

ІРР C06.05.02Added inspections ЕС 

IP D 07.03.13 rev F dwg EC 

IPP E 07.11.07 revG dwg есп1053Р ЕС verified by: DD 

IPP Rev:f ЕСМ 1056 27-11-12 DD verified by: EC 

IPP Rev:G 08-09-08 new process (есп 08-510) DD verified by:EC 

IPP Rev:H 08-09-10 revH as рег dwg DD verified by:EC 

IPP Rev I 09.02.02 addedhardware ЕС  verifified by: DD IPP Rev 11.11.14 AS PER ВЕУ 
DD verified by:JL.M 


Component Item ID/ Replacement Mfg/ Bin Primary Last Route Unit of Qty on Qty per Kit Total Qty Date Status 
Item Name Item ID Purch Нет Location Госайоп Seq ID Measure Hand Qty Issued Issued 
D4095-051 Manufactured No 255 Each 23.0000 1 1 | | 
Wearpad Assembly M ЕЕ Dt 3 
Location Loc Qt Loc Code 
FP002 23 
81613 11 
i 85601 12 Y \ 
Skidtube Material LE /2 /o1/ 86 
Location Loc Qty Loc Code 
LG 81 
725 81 Ç ) 
D3670-4-200 Manufactured No 220 Each 98.0000 4 Д 
SPACER X 2, A23 
| : Госабоп Loc Qty Loc Code @ 
LG DS5SSO а OWY 
80360 © 40 
84504 6 
LG001 52 
78606 
81972 7 H 


85460 41 


ттт чиет: „= — — 5 
l; 
Picklist Print Page 2 
B July-06-12 2:43:09 PM 
` Work Order ID: — 86771 
Parent Item: D3391-021 Start Date: 7/06/12 Required Date: 7/06/12 
Parent Item Name: Fwd Tube Assembly | Start Qty: 1.00 Required Qty: 1.00 
D3401-041 J Manufactured No 255 Each 11.0000 1 
Tow Cap Assembly АХ \ U) Ц |. 3 
Location Loc Qty Loc Code 
FP002 11 mx X \ 
82302 8 0955910 
83432 3 
AN960C10L NAS1149C0332R — Purchased No 255 Each 21.0000 10 10 | 
washer yx | MÀ ul ц L 
Location Loc Qty Loc Code 
ST LL 
21 FA 1053525 — o. 
| 107534 21 
! AN3C4A Purchased No 255 Each 4,260.0000 10 10 
КО BOLT Ji ul «l3 
| Location Loc Otv Loc Code 
ST350 4260 a Xo 
120187 31 Mti 
120521 28 
120769 38 
121205 155 
s 121556 8 
122151 4000 
D3672-1 Manufactured No 255 Each 1,362.0000 4 4 
Phenolic Washer AX al h MS 
Location Loc Oty Loc Code 
STO60 I 1362 Е 
72229 4 | 
76277 13 
80369 335 
83608 500 
85222 510 _ у] T 
‚ AELS-1032-225 Purchased No 255 Each 0.0000 10 / n 10 m | | 
INSERT X- ALS F -1032-22 5 М (вооа Aa «te 


July-06-12 2:43:09 PM Shop Packet Print - a von ü Page 2 


Tolerances revised per D3391 Rev. E KJ/JLM 


C Dimensions removed per Dwg rev. F 

D Dwg Rev. updated 

E Dwg Rev updated 

F [11.06.21 | Dimension 0.500 added 

G | 12.05.15 | Dwg Rev updated 


HAFORMS'Quality Assurancevapproved QAYFÁI revE 


DART AEROSPACE LTD WorkOrder:| 86 xq | 
Еул 
Description: Float Skidtube (412) | ... PartNumber | ^ D339131 
шы ылыш Сєз 
| Inspection Dwg: 03391 Rev: | Page10f1 ` 
FIRST ARTICLE INSPECTION CHECKLIST | 
ра 
Drawing Actual . Method of 
Tolerance Accept | Reject Я Comments 
| Dimension Dimension р l y Inspection 
0.687 *0.010/-0.000 | О. & gg í | Veco | Ga -ol | 
3.590 +0.025/-0.010 | 3. LOS v4 i Mic Ga -10 
3.300 +0.040/-0:000 | 3,333 / Је сеу ба -о| 
| 1429 +0.040/-0.060 | L. 419 ^ Mic С «- lÓ 
4250 |  *-0.010 4.2450 o | Verc Go -o) | 
| 4250 +000 | 4.252 | Z li (4 
0.500 */-0.010 (S o2. — fc^? с, 
| À утың ` 4 =F] 
AES PIRE E du = 
Ø. Li © N = 
L- | x алара 
-——————— = Sl 
| la L —— 
ORIS uj. EIE Ian 
+— e 
Ñ Ë: | 
+ 
| Measured by: h.a AH | Audited by: 2 Preliminary Approval: 
Date: | [2 |ов\од |. Date: /2- £7? Date: 
[Rev | Date | Change Revised by - 
| A | 06.04.27 | New Issue P/O D3391-011/-021 KJ/JLM 


— ic 


SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF 


WEARSHOES 
D3391-011 


` FWD TUBE ASSEMBLY ` 


TRANSFER DRILL THRU 


SHOP COPY 


MS27039C4-12 SCREW 
D3672-3 WASHER 
AN960C416L WASHER 
4PL 


D3391-013 
MID TUBE ASSEMBLY 


D3391-011 OPEN TO 
£0.438 0000 


D4095-051 


AN3C4A BOLT (1) 
AN960C10L WASHER (1) 
4PL 


/ D4095-041 


WEARSHOE 


A 


D3391-041 FLOAT SKIDTUBE ASSEMBLY PARTS LIST 


PART NUMBER DESCRIPTION 

D3391-041 FLOAT SKIDTUBE ASSEMBLY 
D3391-011 FWD TUBE ASSEMBLY 
D3391-013 MID TUBE ASSEMBLY 


03391-015 АРТ TUBE ASSEMBLY 


QTY 
-041 


D3591-1 

D3672-3 

D4095-041 
D4095-043 
D4095-045 
D4095-047 
D4095-048 


BUSHING 
WASHER 
WEARSHOE 
WEARSHOE 
WEARSHOE 
WEARPAD 
WEARPAD 
WEARSHOE 


BOLT 
BOLT 
BOLT 


AN960C416L WASHER 


"TRANSFER DRILL THRU 
D3391-011 OPEN TO 20.499 
AND INSTALL D3591-1 BUSHING 


D4095-045 
WEARSHOE 


A 


1) 


2) 
3) 


4) 
5) 


6) 


AN3C4A BOLT (1) 
AN960C10L WASHER (1) 
20 PL 


AN960C10L WASHER 
6 PL 


А 4PL 


D3391-041 ASSEMBLY 


eot Н-662. 


GENERAL NOTES 


FINISH: CHEMICAL CONVERSION COAT PER DART QSI 005 4.1 
POWDER COAT WHITE (4.3.5.1) PER DART О5! 005 4.3 


COAT ALL EXPOSED FASTENERS WITH LPS LABORATORIES "LPS PROCYON" A 


3 2 


| RETURN TO 

ENGINEER; NO - 
ÜNCON! RSOLEPBP sany 
SUBJECT TO AMENDMt!:t 


WITHOUT NOTICE 


RDE 
1 ` ME í 


VAFT-TUBE ASSEMBLY 0 


fp 


SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF 
WEARSHOES 


D4095-043 
WEARSHOE 


e=#=<__ D4095-047 


WEARPAD 


REF | | 
D4095-049 c 


WEARPAD > 


AN3C6A BOLT 
REF 


AN960C10L WASHER 
4Pt 


AN3C7A BOLT 
AN960C10L WASHER 


REMOVE GASKETS AND REPLACE ALL WEARSHOES; 
PARTS LIST UPDATE, ZN A8-1, ZN A8-2, ZN A6-4, 

ZN B6-8; LPS-3 COATING REMOVED FROM NOTE 2, 
ZN A3-1, ZN A3-2, REMOVED INSERT AELS-1032-130, 
ZN B6-4, B2-4, C7-8, C3-8; REMOVED HOLES, ZN 06-4 
ZN 02-4, ZN D7-8, ZN D3-8 £c 


DRAWING UPDATED TO CURRENT STANDARDS. 


SHT 1 PL ADDED 03591-1 BUSHING. ZN C6 20.438 DIM 

WAS 4 PL. ADDED 00.499 DIM AND 03591-1 BUSHING. 

SHT 2 PL ADDED 03591-1 BUSHING. ZN C6 20.438 ОІМ| AJS | 080820 | в 
WAS 4 PL. ADDED 20.499 DIM AND 03591-1 BUSHING. 

(FOR FURTHER INFO SEE DS! 9364 & NCR 08-074) 


REPLACE NAS INSERTS W/ AELS INSERTS 
SWITCH TO D3670-XXXX SPACERS FOR INSTALLING | DC 
FLOAT BAGS, DWG REORGANIZED FOR CLARITY 

ADD SS WEARSHOE, GASKET 

REMOVE FWD SADDLE HOLE -011/-021 PH | 0701.18 


CHANGE TOLERANCE, EASE MANUFACTURE PH 06.04.25 


XDF 11.10.13 


07.07.31 


AFTER FINAL ASSEMBLY, CLEAN EXCESS OFF POWDER COATING WITH MEK DEGREASER. 
TOLERANCES: PER DART QSI 018 UNLESS OTHERWISE NOTED 

UNITS: INCHES UNLESS OTHERWISE NOTED 

USE DART DRILL TEMPLATE DT8217 TO LOCATE AND DRILL 20.297 SIZE HOLES 
FOR WEARSHOE INSERTS. C'BORE AS NOTED AND INSTALL INSERTS EXCEPT 
WHERE INDICATED. 

FIT D4095-041 TO SKIDTUBE WITH D2571 AND D2572 SADDLES INSTALLED WITH 
APPROPRIATE HARDWARE AND SPACERS IN FORWARD AND AFT HOLES AND 
TRANSFER DRILL 20.50 HOLES FROM SADDLE TO D4095-041 

FIT D4095-043 TO SKIDTUBE WITH 02571 AND 02572 SADDLES INSTALLED WITH 
THE APPROPRIATE HARDWARE AND SPACERS IN FORWARD AND AFT HOLES AND 
TRANSFER DRILL (20.50 HOLES FROM SADDLE TO D4095-043 


UPDATE TOLERANCE, CHANGE HOLE SIZE PH 
| B | DRAWING UPDATES s PH 
NEW ISSUE PH | 0502.07 


REV. DESCRIPTION BY DATE 


DART AEROSPACE USA, INC 


DRAWN XD, 
MFG. APPR, DS D3391 SHEET 4 ОҒ 8 
ОЕ АРРА. —. | ‹ — |412FLOAT SKIDTUBE NTS 


DATE COPYRIGHT © 2005 BY DART AEROSPACE USA, INC 
11.10.13 


REV. ! 


тиз DOCUMENT tš PRIVATE AND CONFIDENTIAL AND IS SUPPLIED ON THE EXPRESS CONDITION THATTT i$ 
NOT TO BE USED FOR ANY PURPOSE OR COPIED OR COMMUNICATED TO ANY OTHER PERSON WITHOUT 
WRITTEN PERMISSION FROM DART AEROSPACE USA, INC. 


SEAL WITH SIKAFLEX 


D3391-021 
FWD TUBE ASSEMBLY 


D4095-051 
WEARSHOE 
REF 


AN3C4A BOLT 
AN960C10L WASHER 
4PL 


D3391-043 FLOAT SKIDTUBE ASSEMBLY PARTS LIST 


-241/-291 


PRIOR TO INSTALLATION ОЕ 
WEARSHOES 


TRANSFER DRILL THRU 
D3391-021 OPEN TO 


D3391-023 
MID TUBE ASSEMBLY 
*0.005 


120.438-0.000 


D4095-041 


SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF 


WEARSHOES paso oem 


AFT TUBE ASSEMBLY 


TRANSFER DRILL THRU 
D3391-021 OPEN TO 00.499 
AND INSTALL D3591-1 BUSHING 


WEARSHOE 


D4095-045 
WEARSHOE 


A 


PART NUMBER 
03391-043 


DESCRIPTION 


FLOAT SKIDTUBE ASSEMBLY 


| 
! D3391-021 


| FWD TUBE ASSEMBLY 


| D3391-023 


MID TUBE ASSEMBLY 


AFT TUBE ASSEMBLY 


! 03591-1 


BUSHING 
WEARSHOE 


: 


] D4095-043 
i 04095-045 
1 D4095-047 


2 
1 | D4095-041 
1 
1 


WEARSHOE 
WEARSHOE 


1 | D4095-049 
1 | D4095-051 


сс Wels oot 


4 
10 ! АМЗСЄА 


4 1 AN3C7A 
| AN960C10L 


AN3C4A BOLT 
AN960C10L WASHER 
20 PL 


AN960C10L WASHER 
6 PL 


03391.043 ASSEMBLY 


GENERAL NOTES 


FINISH: CHEMICAL CONVERSION COAT PER DART QSI 005 4.1 
POWDER COAT WHITE (4.3.5.1) PER DART QSI 005 4.3 


COAT ALL EXPOSED FASTENERS WITH LPS LABORATORIES "LPS PROCYON" 


«tl 


e 4095-047 


WEARPAD 
REF 
D4095-043 


WEARSHOE / N 


AN3C6A BOLT 
AN960C10L WASHER 
4PL 

AN3C7A BOLT 

AN960C10L WASHER 

4PL 


A 


AFTER FINAL ASSEMBLY, CLEAN EXCESS OFF POWDER COATING WITH MEK DEGREASER. 


TOLERANCES: PER DART 081 018 UNLESS.OTHERWISE NOTED 

UNITS: INCHES UNLESS OTHERWISE NOTED 

USE DART DRILL TEMPLATE 078217 TO LOCATE AND DRILL 00.297 SIZE HOLES 
FOR WEARSHOE INSERTS. C'BORE AS NOTED AND INSTALL INSERTS EXCEPT 
WHERE INDICATED. 


FIT D4095-041 TO SKIDTUBE WITH D2571 AND D2572 SADDLES INSTALLED WITH 


APPROPRIATE HARDWARE AND SPACERS IN FORWARD AND AFT HOLES AND 
TRANSFER DRILL 120.50 HOLES FROM SADDLE TO D4095-041 


FIT D4095-043 TO SKIDTUBE WITH D2571 AND D2572 SADDLES INSTALLED WITH 
THE APPROPRIATE HARDWARE AND SPACERS IN FORWARD AND AFT HOLES AND 


TRANSFER DRILL 20.50 HOLES FROM SADDLE TO D4095-043 


DESIGN 


DART AEROSPACE USA, INC 


KENT, WA 


CHECKED 


MFG. APPR. 
APPROVED 


DE APPR. 


PATE 44.10.13 


DRAWING NO. 
03391. 
TITLE 
412 FLOAT SKIDTUBE 
COPYRIGHT @ 2005 BY DART AEROSPACE USA, INC 
EE CERCHI no 
Eo 


EXPRESS CONDITION 
NOT ГО BE USED FOR AHY PURPOSE OR СОРЕО OA TED ТО АКҮ OTHER PERSON: 
WRITTEN PERMISSION FROM DART AEROSPACE USA, NC. 


REV. | 
SHEET2OF8 
SCALE 

NTS 


| PH _ 
= 
D 
ШР/// | 
EE d 


30.1 
DIST TO CENTER OF BEND 


D3391-1 CUTTING DETAIL 
(MAKE FROM D6013-047 SKIDTUBE MATERIAL) 


SECTION A-A 
SCALE 2X 


4.250 
REF 


о 


SECTION В.В 
SCALE 2X 


E 


= 


mm 


VIEW Z-Z 
SCALE 2X 


DISTANCE TO 


BER TANGENT POINT 


D3391-011/-021 BENDING DETAIL 
(MAKE FROM D3391-1) 


| ARIA | 


123.460 
03.750 


id | — Lez 


-0.000 


SECTION C-C 
SCALE 2X 
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20.000 
1000 5 EQ. SPACES 
4.000 PITCH : 8.000 


2.000 
2.79 


DRILL 84 (20.209) 
DRILL #4 (20.209) А Р 
4PL 4.000 4PL 
2.000 
0.500 


DRILL THRU 21/64° (00.328) 
9PL 

CSINK 020.438 х 45° 

(BOTH SIDES) 


DRILL THRU 21/64" (20.328) 
4PL @0.640 
C'SINK @0.438 x 45° 
DRILL @0.297 - DRILL (20.297 725 
10 PL (DISTANCE TO FWD (BOTH SIDES) 10 PL (DISTANCE TO FWD 


SADDLE HOLE, REF) SADDLE HOLE, REF) 


D3391-011 DRILLING DETAIL D3391-021 DRILLING DETAIL 


z d INSTALL D3670-4200 SPACER 
INSTALL D3670-4200 SPACER SEAL WITH MAGNOBOND 6398 


SEAL WITH MAGNOBOND 6398 GRIND FLUSH 
GRIND FLUSH PRIOR TO PAINTING 


PRIOR TO PAINTING 4PL y / 
INSTALL INSTALL 9 


DETAIL D AELS-1032-225 . DETAIL D AELS-1032-225 
AFTER FINISH ` AFTER FINISH 
10 PL 10 PL 


D4095-051 


D4095-051 
WEARSHOE WEARSHOE 


ANSCAA BOLT A AN3C4A BOLT 
AN960C10L WASHER AN960C10L WASHER 


D3391.011 ASSEMBLY DETAIL — 9PL 03391-021 ASSEMBLY DETAIL . 8 PL 


SEAL WITH 
SIKAFLEX-241/-291 


D3391-011/-021 FWD TUBE ASSEMBLY PARTS LIST AN3C4A BOLT 


D3672-1 WASHER 
PART NUN BER DESCRIPTION AN960C10L WASHER 


D3391-011 FWD TUBE ASSEMBLY 9 TPL 
| 03391-021 EWD TUBE ASSEMBLY D3401-041 


TOW CAP 


Ено 
2011-11- 04 


D3401-041 TOW CAP 
D3670-4200 SPACER 


DETAIL D овен | PH T DART AEROSPACE USA, INC 

О4095-051 ; SCALE 2X KENT, WA 

D6013-047 : DRAWING NO. REV. 1 
03391 SHEET4 OF 8 

| 


DAE 11. T 


‚ DISTANCE TO 


FWD END OF 
D3389-1 WEB 
4.94 


Y 
x 


DETAIL J 


SECTION G.G 
SCALE 5X 


D3391-013 MID TUBE ASSEMBLY PARTS LIST 


DETAIL E 


DRILL THRU 21/64" (20.328) 


CSINK 00.438 X 45° (BOTH SIDES) 


D3681-1 SPACER 


WEB 


D3391-013 ASSEMBLY DETAIL 


WELD INTO PLACE 
& GRIND FLUSH 
(BOTH ENDS) 


DRILL 20.297 

INSTALL AELS-1032-130 INSERT REMOVE 0.030 
AFTER FINISH i FROM TOP AND BOTTOM 
TYP | TO 3.610 


SECTION Н.Н i2PL ç SECTION X-X 


SCALE 5X 


TWASHER 


WASHER 


INSERT 


DETAILE 
SCALE NONE 


WASHER 


WASHER 


M$27039C1-09 


1) MATERIAL: MAKE FROM D2500-1-100 EXTRUSION 


SCREW 


DRILL 20.391 

INSTALL ALS4-428-165 INSERT 
М527039С4-08 SCREW 
D3672-3 WASHER 
АМ950С4161 WASHER 

AFTER FINISH 


2) INSTALL 03389-1 WEB TO OUTER TUBE USING SIKAFLEX-241/-291 PER QSI 015 М 4PL SECTION L+ 


3) WELDING: PER DART QSI 004 


SCALE 5X 


REFER TO 
DETAIL K 


DISTANCE TO 
END OF WEB 
4.19 
REF 

DETAIL K 

SCALE 4X 


REMOVE 0.225 

FROM TOP AND BOTTOM 
TO 3.800 

(0.7 FROM BOTH ENDS) 


DRILL 20.297 SECTION Y-Y 
INSTALL AELS-1032-130 INSERT SCALE 5X 
MS27039C1-09 SCREW 

D3672-1 WASHER 

АМ960С101 WASHER 

AFTER FINISH 

4PL 


PRI SECTION LL-LL 
SCALE 5X 
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10.500 


DISTANCE TO REFER TO | 
END OF DETAIL J H 
D3389-1 WEB 


4.94 


Y 


X 


SAI DRILL THRU 21/64" (20.328) 
CSINK 00.438 X 45° (BOTH SIDES) 
c 5PL 


INSTALL 
D3681-1 SPACER 


D3391-023 MID TUBE ASSEMBLY PARTS LIS 
PART NUMBER DESCRIPTION 


x 03391-023 MID TUBE ASSEMBLY 


D2500-1-100 ` 


EXTRUSION 
WEB 
SPACER 


AELS-1032-130 


INSERT 


D3391-023 MID TUBE ASSEMBLY 

1) MATERIAL: MAKE FROM D2500-1-100 EXTRUSION 
` 2) INSTALL D3389-1 WEB TO OUTER TUBE USING SIKAFLEX-241/-291 PER QSI 015 
3) WELDING: PER DART QSI 004 


SECTION G-G SECTION H-H 
SCALE 5X SCALE 5X 


S йе. 


DRILL @0.297 


03391-023 ASSEMBLY DETAIL 


WELD INTO PLACE 
& GRIND FLUSH 
(BOTH ENDS) 


INSTALL AELS-1032-130 INSERT 


AFTER FINISH 


TYP 


REMOVE 0.030 
FROM TOP AND BOTTOM 


TO 3.610 


SECTION X-X 


SCALE 5X 


DISTANCE TO 
END OF WEB 
4.19 


REFER TO 


DETAIL K REE 


БЕТА! 
SCALE 4X 


qu 


REMOVE 0.225 

FROM TOP AND BOTTOM 
TO 3.800 

(0.7 FROM BOTH ENDS) 


SECTION yx 
SCALE 5X 


jj E EAS ED 


h t-11- 04 
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VIEW BB-BB 
SCALE 4X 


1.526000 EN M 


SECTION AA-AA 
SCALE 6X 


MACHINE CONSTANT 
TAPER FROM 423.750 


TO 23.200 


43.3 
REF 


DIST TO CENTER OF BEND 


88.93 


D3391-3 AFT DRILLING AND CUTTING DETAIL 
(MAKE FROM D6014-090 SKIDTUBE MATERIAL) 


- 0.200 


R0.062 


SECTION NN 


SECTION P-P 
SCALE 6X 


SCALE 6X 


DETAIL S 
SCALE 4X 


SCALE 4X 


F-— 0.687 .010 


.000 


REF 


SECTION Q-Q 


SCALE 6X 


DETAIL V 


CHAMFER 
30°Х0.060 DEEP 


DRILL #4 (20.209) 
2PL 


DETAIL V 
SCALE 6X 


n 


SECTION R-R 
SCALE 6X 


RELEASE 
200-11- 04 
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36.000 
9 EQ. SPACES 
4.000 PITCH 


DRILL THRU 21/64" (20.328) 


14 
DRILL @0.297 n 


22 PL 
537 


9.1 
DISTANCE BETWEEN НОЦЕ AND 
TANGENT POINT 


(BOTH SIDES) 


02391:015 BENDING AND DRILLING DETAIL, 


(SEE CBORE DETAIL BELOW) 
INSTALL D3670-4200 SPACER 


SEAL WITH MAGNOBOND 6398 
GRIND FLUSH 
PRIOR TO PAINTING 


(NO CBORE) 


D4095-049 

WEARPAD 

LY AND CBORE БЕТА 
(SEE TABLE) 


D3391-015 
АМЗСЅА BOLT 


AN960C10L WASHER 
4PL 


TUBE MBLY РА! LIST 


PART NUMBER . DESCRIPTION 


D3391-015 | АРТ TUBE ASSEMBLY 


D3381-025 AFT TUBE ASSEMBLY 


02645 АЕТ САР 
D3670-4200 SPACER 
D3672-1 WASHER 
D4095-049 WEARPAD 
D4095-047 WEARPAD 
D6014-090 АЕТ TUBE 


3391-015/-025 


QTY - | QTY- 
015 025 


7 


AELS-1032-130 
AELS-1032-225 
ALS4-428-165 
АМЗСАА 
AN3C5A 
AN960C10L 


INSERT 
INSERT 
INSERT 
BOLT 
BOLT 
WASHER 


SCALE 3X 


C'BORE HOLES MARKED CB1-CB4 AS FOLLOWS AND 
INSTALL AELS-1032-XXX AFTER FINISH AS NOTED 


90.430 X0.170 | AELS-1032-225 
00.430 X 0.040 | AELS-1032-130 
NONE — | AELS-1032-130 


É ` 
! 5> 7 : ` 
SECTION LU 


CSINK 20.438 X 45° 


D4095-047 
WEARPAD 


A 


AN3CAA BOLT 
AN960C10L WASHER 
4Р1. 


187 
ТҮР 
s 

| — 


qu 


DRILL THRU 21/64" (20.328) 


DRILL 20.297 LEL 


22PL 
537 


91 
DISTANCE BETWEEN HOLE AND 
TANGENT POINT 


D3391-025 BENDING AND DRILLING DETAIL 


(SEE CBORE DETAIL BELOW) 
INSTALL D3670-4200 SPACER 


SEAL WITH MAGNOBOND 6398 
GRIND FLUSH 
PRIOR TO PAINTING 


(NO CBSORE) 


4095-049 
WEARPAD 


AN3CSA BOLT 
/ AN960C10L WASHER 
4PL 

D3391:025 ASSEMBLY AND CEORE DETAIL 


(SEE TABLE) 


SEAL WITH 
SIKAFLEX-241/-291 


DRILL 20.391 
CBORE 00.516 X 0.040 DEEP 
INSTALL ALS4-428-165 INSERT 
4PL 


AN3CA4A BOLT 
D3672-1 WASHER 
ANSEOC10L WASHER 
2PL 


SECTION cC-CC 


SCALE 3X 


M VN 03391 
[A | me 


DATE 44.40.13. 


CSINK (20.438 X 45° 
(BOTH SIDES) 


D4095-047 
WEARPAD 
AN3C4A BOLT A 
AN960C10L WASHER 
4PL Ў 
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